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(54) METHOD FOR PRODUCING A TOOTHBRUSH HEAD

(57) A method for producing a (tooth)brush head or
a part (10) thereof is provided comprising

-providing at least two filament containers each compris-
ing a supply of loose filaments (22) which differ in at least
one property selected from filament material, filament di-
ameter, filament cross-section, filament shape, presence
orabsence of additives and/ora coating, ora combination
thereof;

-picking one or more bristle tuft(s) (20) from the at least
two filament containers and arranging themin a hole per-
foration plate (60) comprising one or more holes (70),
which are shaped and distributed according to the de-
sired bristle field (28) of the brush head to be produced;
-arranging an energy source (80) so that the ends (23)
of the bristle tufts (20) and the energy source (80) are
arranged contactless, wherein the ends (23) of the bristle
tufts (20) which shall be fused are arranged at different
distances tothe energy source (80), wherein the distance
is adjusted according to the at least one property;
-applying energy to the ends (23) of the bristle tufts (20)
until fuse balls (24) are formed;

-transferring the bristle tufts (20) to a molding position,
wherein the distance of the fuse ball (24) of at least one
bristle tuft (20a) is different to the distance of the fuse
ball (24) of said bristle tuft (20a) in the fusing position;
-over-molding of the fuse balls (24) of the bristle tufts (20)
with molten plastic material thereby forming a cleaning
element carrier (30);

-transferring the cleaning element carrier (30) to a brush
head mold and injecting molten plastic material into the
brush head mold forming a toothbrush head (12, 16),
wherein the cleaning element carrier (30) is over-molded

thereby and the bristle tufts are still located in the hole
perforation plate (60).

Further a (tooth)brush head (12,16) or a part (10)
thereof are disclosed that are produced by the method
as disclosed herein.

Fig. 1D

o
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Description
FIELD OF THE INVENTION

[0001] Modern brush heads, in particular toothbrush
heads, show high design flexibility. Several require-
ments, such as deep cleaning, sensitive cleaning, gum
massage, cleaning of tooth with dental brace etc. require
different brush heads comprising various arrangements
of different types of cleaning elements. In addition, the
consumer asks for a good mouth feeling also during
brushing which limits e.g. size or thickness of the tooth-
brush head. Thus, an improved manufacturing process
is needed that allows high design flexibility in order to
meet all requirements of modern toothbrushes. For ex-
ample, different cleaning elements, such as elastomeric
cleaning elements and different types of bristle tufts has
to be arranged together at one brush head securely. The
present invention is directed to a manufacturing process
that allows to use a high variability of different types of
cleaning elements and integrates the different cleaning
elements securely into the brush head or at least a part
thereof.

BACKGROUND OF THE INVENTION

[0002] Methods of producing brush heads or parts
thereof are already known in the prior art. Fusing of the
bristle tuft ends to form fuse balls is one important step
in most of the methods. The resulting fuse balls do not
only connect the individual bristle filaments of one bristle
tuft with each other, but also helps to securely mount the
bristle tufts in the brush head. In particular, fuse balls that
are larger than the bristle tufts may anchor the bristle
tufts in brush heads.

[0003] One method of production using said anchoring
is the anchor-free tufting (AFT) method developed by
Bart G. Boucherie. Thereby the bristle tufts are pushed
through the holes of a hole perforation plate and the end
of the tuft which is not intended for cleaning will be fused
by application of thermal energy. The fuse balls formed
thereby are larger than the holes so that the bristle tufts
stuck at the backside of the hole perforation plate. The
fuse balls may be combined with the hole perforation
plate as well, e.g. by the thermal energy applied or by
ultrasound welding; then the perforation plate is mounted
together with the bristle tufts into a brush head
(EP1142505B1). Homogenous size, form and shape of
the fuse balls is not important for the AFT method.
[0004] In contrast, in the hot tufting method as devel-
oped by Ulrich Zahoransky the bristle tufts are arranged
in holes of a mold bar so that the fuse balls are available
for over-molding with plastic material. During said over-
molding the brush head is formed at least partially and
the bristle tufts and the forming brush head are combined.
Due to fuse balls that are larger than the bristle tufts them-
selves undercuts are formed during the over-molding
process so that the bristle tufts and the brush head are
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combined securely. Geometric requirements of the brush
heads to be formed can be met using the hot tufting meth-
od.

[0005] There exists a continuous need in toothbrush
manufacturing to further increase flexibility in brush head
design. Thereby, different types of cleaning elements as
well as different types of bristle tufts have to be included
into one brush head securely. A method which focus on
these differences is therefore needed.

SUMMARY OF THE INVENTION

[0006] According to one aspect there is provided a
method of producing a brush head, in particular a tooth-
brush head or a part thereof comprising

- providing at least two filament containers each com-
prising a supply of loose filaments of a predefined
length, wherein the loose filaments in the atleast two
filament containers differ in at least one property se-
lected from filament material, filament diameter, fil-
ament cross-section, filament shape, presence or
absence of additives and/or a coating, or a combi-
nation thereof;

- picking one or more bristle tuft(s) from the at least
two filament containers and arranging the one or
more bristle tufts in a hole perforation plate compris-
ing a front surface, a back surface, a thickness and
one or more holes, wherein the one or more holes
are shaped and distributed in the hole perforation
plate according to the desired bristle field of the brush
head to be produced;

- arranging an energy source in a predefined distance
to the front surface of the hole perforation plate so
that the ends of the one or more bristle tufts and the
energy source are arranged contactless;

- arranging the one or more bristle tufts in a fusing
position, wherein the ends of the one or more bristle
tufts which shall be fused are arranged in the hole
perforation plate at different distances to the front
surface resulting in different distances of the bristle
tuft ends to the energy source, wherein the distance
is adjusted according to the at least one property;

- applying energy from the energy source to the ends
of the one or more bristle tufts until fuse balls are
formed;

- transferring the one or more bristle tufts to a molding
position, wherein in the molding position the distance
of the bottom edge of atleast one fuse ball of at least
one bristle tuft to the front surface is different to the
distance of the bottom edge of the fuse ball of said
bristle tuft to the front surface in the fusing position;

- over-molding of the fuse balls of the one or more
bristle tufts with molten plastic material thereby form-
ing a cleaning element carrier;

- transferring the cleaning element carrier to a brush
head mold and injecting molten plastic material into
the brush head mold forming a toothbrush head,
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wherein the cleaning element carrier is over-molded
thereby and the bristle tufts are still located in the
hole perforation plate.

[0007] According to another aspect a (tooth)brush
head or a part thereof are provided which are manufac-
tured with a method as described herein.

BRIEF DESCRIPTION OF THE DRAWINGS

[0008]
Fig. 1A shows an example embodiment of a
cleaning element carrier 30 with a with a
central protrusion 37 in side view;
shows an example embodiment of a
cleaning element carrier 30 with a central
protrusion 37 and a central depression 35
in a cross-sectional view;

shows an example embodiment of a
cleaning element carrier 30 with a with a
central protrusion 37 comprising bristle
tufts 20 in side view;

shows a cross-sectional view of an exam-
ple embodiment of a cleaning element
carrier 30 with a central protrusion 37 and
a central depression 35 comprising bristle
tufts 20 arranged to a bristle field 28;
show cross-sectional views of an exam-
ple embodiment of a cleaning element
carrier 30 comprising voids 38 (Fig. 2A)
which can be filled with elastomeric clean-
ing elements 40 (Fig. 2B);

shows cross-sectional views of an exam-
ple embodiment of a cleaning element
carrier 30 comprising a drive part 44 at
the back surface 32 (Fig. 2C) which is se-
curely connected with the cleaning ele-
ment carrier 30 by a cover 46 (Fig. 2D);
shows a cross-sectional view of an exam-
ple embodiment of a cleaning element
carrier 30 comprising a drive part44, elas-
tomeric cleaning elements 40 and bristle
tufts 20;

show a schema of a method for producing
a cleaning element carrier 30;

show a schematic cross-sectional views
of a manual toothbrush 14 (Fig. 4A) and
replacement brush head 19 (Fig. 4B) each
comprising a cleaning element carrier 30
as disclosed herein;

show a top view of a hole perforation plate
60 comprising three molds for formation
of a cleaning element carrier 30.

Fig. 1B

Fig. 1C

Fig. 1D

Fig. 2A, 2B

Fig. 2C, D

Fig. 2E

Figs. 3a-i

Fig. 4A, B

Fig. 5

DETAILED DESCRIPTION OF THE INVENTION

[0009] The following is a description of numerous em-

10

15

20

25

30

35

40

45

50

55

bodiments of a method of producing a brush head or a
part thereof as well as the brush head or the part thereof
that are produced with the method as disclosed herein.
The description is to be construed as exemplary only and
does not describe every possible embodiment since de-
scribing every possible embodiment would be impracti-
cal, if not impossible, and it will be understood that any
feature, characteristic, structure, component, step or
methodology described herein can be deleted, combined
with or substituted for, in whole or in part, any other fea-
ture, characteristic, structure, component, product step
or methodology described herein. In addition, single fea-
tures or (sub)combinations of features may have inven-
tive character irrespective of the feature combination pro-
vided by the claims, the respective part of the specifica-
tion or the drawings.

[0010] By "cm"asused herein is meant centimeter. By
"mm" as used herein is meant millimeter. By "um" or
"microns" as used herein is meant micrometer. By "mil"
as used herein is meant a thousandth of an inch.
[0011] As used herein, the word "about" means +/- 10
percent.

[0012] As used herein, the word "comprise," and its
variants, are intended to be non-limiting, such that reci-
tation of items in a list is not to the exclusion of other like
items that may also be useful in the materials, devices,
and methods of this invention. This term encompasses
the terms "consisting of and "consisting essentially of’.
[0013] As used herein, the word "include," and its var-
iants, are intended to be non-limiting, such that recitation
of items in a list is not to the exclusion of other like items
that may also be useful in the materials, devices, and
methods of this invention.

[0014] As used herein, the words "preferred", "prefer-
ably" and variants, such as "in particular" and "particu-
larly" refer to embodiments of the invention that afford
certain benefits, under certain circumstances. However,
other embodiments may also be preferred, under the
same or other circumstances. Furthermore, the recitation
of one or more preferred embodiments does not imply
that other embodiments are not useful, and is not intend-
ed to exclude other embodiments from the scope of the
invention.

[0015] There is provided a method for producing a
brush head, in particular a toothbrush head or a part
thereof comprising providing atleast two bristle tufts com-
prising a plurality of bristle filaments, wherein the at least
two bristle tufts differ in at least one property. The term
"bristle tuft" as used herein shall be understood as any
shape, form, size and/or arrangement of bristle filaments
of a predefined length. Any geometric shape, form or
arrangement that can be produced by grouping individual
bristle filaments can form a bristle tuft. Standard shapes
that are given as an example are round bristle tufts, el-
liptic bristle tufts, sickle-shaped bristle tufts, bristle tuft
stripes, or combinations thereof. In addition, two or more
bristle tuft may be arranged in a tuft-in-tuft arrangement,
wherein the shape of eachindividual tuft may be the same
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or different and is combined from the alternatives given
before. For example a round tuft may be arranged in a
round tuft, or a round tuft may be arranged in an elliptic
tuft, or a striped tuft may be arrange in a round tuft etc..
In a tuft-in-tuft arrangement the two tufts may differ in the
at least one property or may be identical regarding the
at least one property. The at least two bristle tufts that
differ in at least one property are arranged in a hole per-
foration plate comprising a front surface, a back surface,
a thickness and one or more, preferably a plurality of
holes, wherein the one or more, preferably the plurality
of holes is distributed in the hole perforation plate accord-
ing to the desired bristle field of the brush head or the
part thereof to be produced.

[0016] In the following the hole perforation plate will be
disclosed in more detail. In one embodiment, the hole
perforation plate comprises a front surface, a back sur-
face, a thickness and one or more, preferably a plurality
of holes, wherein the holes may be grouped into more
than one arrangements of holes, wherein the more than
one arrangements of holes may be identical or different
compared to each other, preferably identical of different
regarding the number of the holes, the shape ofthe holes,
the size of the holes, the distance between the holes and
a combination thereof. That means the hole perforation
plate may comprise a plurality of arrangements of holes,
wherein each arrangement corresponds to the desired
bristle field of the brush head or the part thereof to be
produced, preferably of round or an elongated form, more
preferred a form of a head of a manual toothbrush or a
head for a replacement brush head of an electric tooth-
brush. Alternatively, the hole perforation plate may com-
prise only one arrangement of holes that correspond to
the desired bristle field.

[0017] Preferably, the hole perforation plate comprises
identical arrangements of holes, more preferred the hole
perforation plate comprises 4 identical arrangements of
holes. In addition, more than one hole perforation plates,
e.g. two hole perforation plates, may be combined to a
larger hole perforation plate. The number of holes in one
arrangement may be in the range of 1 to 60 holes, pref-
erably 10 to 60 holes, more preferred 15 to 40 holes,
more preferred 15 to 35 holes, more preferred 15 to 30
holes. The distance between neighboring holes in one
arrangement is in the range of 0.2mm to 2.0mm, prefer-
ably in the range of 0.4mm to 1.8mm, more preferred in
the range of 0.5mm to 1.2mm. The distance between
neighboring arrangements in one hole perforation plate
is defined by design and the molding process used, which
might be at least 2mm, in particular in the range of 2mm
to 40mm.

[0018] The shape of the holes in the hole perforation
plate corresponds to the shape of the bristle tuft which
shall be located in the corresponding hole. A bristle tuft
can be manufactured in any form, wherein the form may
be adapted according to the function of the tuft, the po-
sition of the tuft within the bristle field, the form of the
cleaning element carrier and/or a combination thereof.
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During location of the bristle tuft in the holes of the hole
perforation plate the bristle tuft adapts the shape of the
hole and can be fixed in this shape during further process-
ing steps, such as fusing. Suitable shapes of the holes
of the hole perforation plate are round, half-round, sickle-
shaped, elliptic, elongate, angled, e.g. quadrangular,
trapezoidal, pentagonal, hexagonal, heptagonal, octag-
onal or a mixture thereof. All different shapes can be com-
bined to each other, e.g. a half-round shape can be com-
bined with a quadrangular shape or a trapezoidal shape
might be combined with a sickle-shape. Preferred holes
of the hole perforation plate are round, oval, half-round,
sickle-shaped, elongate or angled, more preferred round
or oval.

[0019] In addition or alternatively, the size of a hole
depends on the tuft to be integrated. Thus, the size of a
hole may be in the range of about 0.6 mm? to about 40
mm2. A suitable size of a hole for a round standard bristle
tuft is in the range of 0.6mm?2 to 3mm?2, preferably in the
range of 1.0 mm2 to 2 mm2, more preferred about
1.5mm2. In addition or alternatively, the hole perforation
plate may also comprise hole(s) for bristle tufts having
the size of a plurality of a standard bristle tuft, in particular
the size of 2 to 25 bristle tufts, more particular 2 to 15
bristle tufts, more particular 5 to 10 bristle tufts. A pre-
ferred embodiment of a large tuft comprising the size of
more than one standard tuft may be for example a block
bristle tufts comprising a combination from about 5 to 15
bristle tufts. Accordingly, a preferred range for holes for
block tufts might be in the range of about 8 mm?2 to about
24mm2, more preferred in the range of about 8mm?2 to
about 16 mm2,

[0020] The hole perforation plate to be used in the
method as disclosed herein may be made from any suit-
able material which is resistant to the method steps as
disclosed herein and which can be formed. A heat resist-
ant material is preferred, because the hole perforation
plate as disclosed herein is used inter alia as part of a
mold. A suitable material for a hole perforation plate as
used herein are any heat resistant material, in particular
metal and metal alloys, such as steel, in particular stain-
less steel, a heat resistant plastic, in particular poly-
tetrafluorethylene (PTFE) or polyetheretherketon
(PEEK), ceramic or a combination thereof. The hole per-
foration plate may be produced by any method that allows
to form high precision components, such as metal cast-
ing, in particular aluminum casting, 3D-printing, vitrifica-
tion, pulsed electrochemical machining (PECM), mold-
ing. Depending on the manufacturing method used the
hole perforation plate may be a single component or a
base component comprising several component parts.
For example, the base component may be made from
steel comprising cavities for inserts comprising the hole
arrangements as described above. Such an arrange-
ment allows to use one base component for the manu-
facturing of different bristle fields just by changing the
arrangements of holes. In addition, the arrangements of
holes which need to be of high quality and high precision
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can be produced independently from the base compo-
nent.

[0021] Ina preferred embodiment, the hole perforation
plate may comprise an uneven front surface, preferably
an uneven front surface in the area of the arrangement
of the holes, more preferred, wherein the front surface in
the area of the arrangement of the holes is a convex
surface. Thus, the holes of one arrangement may be le
located at different levels of the hole perforation plate.
Forexample, the front surface may comprise a protrusion
in the area of at least one arrangement of the holes, or
the front surface may comprise one or more protrusion(s)
in the area of each arrangement of the holes. In a pre-
ferred embodiment the one or more protrusion(s) in the
front surface of the hole perforation plate is a / are central
protrusion(s). Said central protrusion(s) may comprise
the area of at least one hole and at most the area of all
holes of the hole perforation plate which belong to one
bristle tuft arrangement. In addition or alternatively, the
one or more protrusion(s), in particular central protru-
sion(s) may cover at least 10% of the area of the front
surface, preferably at least 15% of the area of the front
surface, more preferred at least 20% of the front surface.
The central protrusion may protrudes from about 0.2mm
to about 0.6mm from the front surface, preferably from
about 0.3to about 0.5mm from the front surface, more
preferably from about 0.35mm to about 0.45mm from the
front surface and even more preferred the central protru-
sion protrudes about 0.4mm from the front surface.
[0022] According to the method as disclosed herein
the hole perforation plate as disclosed herein comprises
through-holes for bristle tuft generation, i.e. the holes are
as long as the plate is thick and the bristle tufts can be
relocated within the holes and with different distances to
the front surface of the hole perforation plate. In addition,
the hole perforation plate may also comprise blind holes,
wherein the blind holes may be used for elastomeric
cleaning elements.

[0023] Asuitable thickness of the hole perforation plate
may be in the range of 5 mm to 20 mm, preferably 6mm
to 14mm. In addition, the hole perforation plate may com-
prise more than one layers, in particular wherein the more
than one layer may consist of different materials. A suit-
able material for the first layer comprising the front sur-
face is heat resistant and allows to form high precision
holes, such as stainless steel. A suitable material for a
second layer may be less heat resistant, such as plastic
material. In addition, the hole perforation plate can also
be combined with a stopper plate. Therefore, the back
surface of the hole perforation plate is combinable with
such a stopper plate, wherein the stopper plate may com-
prise a flat surface or may comprise protrusions corre-
sponding in form and shape to the arrangements of holes.
The stopper plate may be used for example, to arrange
the bristle tufts orthogonally in the holes, in particular to
change and/or relocate the position of the bristle tufts in
the holes of the hole perforation plate during different
process steps.
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[0024] The at least one property of the at least two
bristle tufts which is different according to the method as
disclosed herein is selected from the size of the bristle
tuft, the form of the bristle tuft, the position of the bristle
tuftin the hole perforation plate and/or in the desired bris-
tle field of the brush head to be produced, the material
of the bristle filaments, the color of the bristle flaments,
the diameter and/or cross-section of the bristle flaments,
the shape of the bristle filaments, additives present in the
bristle filaments or a combination thereof.

[0025] The term "bristle field" as used herein shall
mean the arrangement of more than one, preferably a
plurality of bristle tufts. Thereby, the term is used irre-
spectively from the location of the arrangement, e.g. a
bristle field might be arranged in the hole perforation
plate, in a mold bar, in a part of a brush head, in a brush
head or in a toothbrush.

[0026] Bristle filaments may be for example monofila-
ments made from plastic material. Suitable plastic mate-
rials used for bristle filaments may be polyamide (PA), in
particular nylon, polyamide 6.6, polyamide 6.10 or polya-
mide 6.12, polybutylene terephthalate (PBT), polyethyl-
ene terephthalate (PET) or mixtures thereof.

[0027] The circumference of the bristle filaments may
be substantially round or the circumference may com-
prise one or more recesses, such as X-tape bristle fila-
ments or may alter along the length axis of the bristle
filament. The diameter of a round bristle filament may be
in the range from about 4 mil (0.1016mm) to about 9 mil
(0,2286mm), in particular in the range of about 4 mil
(0.1016mm) to about 7 mil (0.1778 mm), more particular
in the range of about 5 mil (0.127mm) to about 6 mil
(0.1524mm) or any other numerical range which is nar-
rower and which falls within such broader numerical
range, as if such narrower numerical ranges were all ex-
pressly written herein.

[0028] Inaddition, to the standard bristle filaments hav-
ing the diameters as given above super-thin bristle fila-
ments are used in toothbrushes. Super-thin bristle fila-
ments have a smaller diameter compared to standard
bristle filaments and may act like floss during normal
brushing. The diameter of super-thin bristle filaments
may be in the range from about 2 mil (0.0508mm) to
about 4 mil (0.1016mm) or any other numerical range
which is narrower and which falls within such broader
numerical range, as if such narrower numerical ranges
were all expressly written herein. Bristle filament diame-
ters are produced with a tolerance of 10%.

[0029] In addition to bristle filaments with a substan-
tially constant diameter also bristle filaments may be
used which diameter decreases towards the ends. These
kind of tapered bristle filaments are based on standard
diameter bristle filaments which ends are chemically ta-
pered. Suitable tapered bristle filaments are provided for
example by BBC, Korea.

[0030] Inaddition, bristle filaments may be used which
comprise an irregular diameter, i.e. which comprise at
least one recess. A "recess" as understood herein in the



9 EP 3 753 448 A1 10

bristle flament circumference, diameter, cross-section
and/or volume shall mean any depression, cavity, slot or
other geometric recess which amends the bristle filament
volume. The bristle filament comprising at least one re-
cess in its circumference may comprise one or more re-
cesses along the circumference of the bristle filament. A
suitable example for a bristle filament comprising at least
one recess is an X-shaped bristle filament. X-shaped
bristle filaments comprise four recesses and two lines of
reflection symmetry each crossing two recesses which
are located opposite to each other. In addition, all four
recesses might be equal. The included angle of the X-
shape bristle filaments might be in the range of from about
40° to about 160°.

[0031] Length of the bristle filaments depends on the
intended use. Generally, a bristle filament can be of any
suitable length for transporting, such as about 1300mm
and is then cut into pieces of the desired length. The
length of a bristle filament in a toothbrush influences the
bending forces needed to bend the bristle filament. Thus,
the length of a bristle filament can be used to realize
different stiffness of bristle filaments in a bristle field of a
brush head. The typical length of a bristle filament for a
brush, in particular a toothbrush, may be in the range
from about 5 mm to about 20 mm, in particular in the
range from about 6 mm to about 15 mm, more particular
in the range of about 7 mm to about 12 mm or any other
numerical range which is narrower and which falls within
such broader numerical range, as if such narrower nu-
merical ranges were all expressly written herein.

[0032] In addition, the bristle filament material may
comprise additives such as abrasives, color pigments,
flavors etc. in order to provide an indicator filament. An
"indicator filament" as understood herein is any element
which is amended overtime and/or use thereby indicating
the status of the toothbrush. For example, an indicator
element may change or wear offits color over time and/or
use. The coloring on the outside of the material is slowly
worn away during use to indicate the extent to which the
bristle filament is worn. Suitable additives to bristle fila-
ments used for bristle tufts are for example UV-brighten-
ers, signaling substances, such as the indicator color pig-
ments and/or abrasives. For example, an abrasive such
as kaolin clay may be added and/or the bristle filaments
may be colored at the outer surface.

[0033] Several bristle filaments are grouped to form
one bristle tuft. The term "bristle tuft" as used herein shall
be understood as any shape, form, size and/or arrange-
ment of bristle filaments of a predefined length. Any ge-
ometric shape, form or arrangement that can be pro-
duced by grouping individual bristle flaments can form
a bristle tuft. Standard shapes that are given as an ex-
ample are round bristle tufts, elliptic bristle tufts, sickle-
shaped bristle tufts, bristle tuft stripes, or combinations
thereof. A suitable number of filaments to form one bristle
tuft may be for example in the range of about 10 to about
80 filaments, or in the range of about 15 to about 60
filaments, or in the range of about 20 to about 50 fila-
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ments, or any other numerical range which is narrower
and which falls within such broader numerical range, as
if such narrower numerical ranges were all expressly writ-
ten herein.

[0034] After arranging the at least two bristle tufts in
the hole perforation plate an energy source, in particular
a thermal energy source is arranged in a predefined dis-
tance to the front surface of the hole perforation plate so
thatthe ends of the atleast two bristle tufts and the energy
source are arranged contactless. In addition, the at least
two bristle tufts are arranged in a fusing position, wherein
the ends of the at least two bristle tufts which shall be
fused are arranged in the hole perforation plate at differ-
ent distances to the front surface resulting in different
distances of the bristle tuft ends to the energy source,
wherein the distance is adjusted according to the at least
one property of the at least two bristle tufts. Due to said
different distances the ends of the bristle tufts will melt
equally although they provide at least one different prop-
erty. The term "melt equally" as used herein shall mean
thatthe fusing process of at least two different bristle tufts
is standardized so that fuse balls of a similar form and
shape are formed in the same fusing time.

[0035] After arranging the at least two bristle tufts in
fusing position energy, in particular thermal energy is
supplied from the energy source to the ends of the at
least two bristle tufts until fuse balls are formed at the
end of the at least two bristle tufts.

[0036] The bristle filaments of one bristle tuft are con-
nected to each other at one end and form a fuse ball.
The term "fuse ball" as used herein shall be understood
as the molten filament material connecting the bristle fil-
aments of one bristle tuft after the fusing process. A fuse
ball can be of any shape or form including, but not limited
to a plane, a plane with a depression, a plane with a
concave surface, a plane with a convex surface, a mush-
room head, a dome shaped head or a combination there-
of. The size of a fuse ball is based on the requirements
to be met. The two main requirements are to ensure that
the tuft is securely connected into the brush head (tuft
retention) and to combine the individual filaments secure-
ly to each other (filament retention) according to govern-
mental regulations.

[0037] The formation of the fuse balls during the fusing
process will be now described in more detail. The term
"fusing process" as used herein shall be understood as
the whole process of applying energy, in particular ther-
mal energy from an energy source to the end of at least
one bristle tuft in order to form a fuse ball at said bristle
tuftend. A non-limiting example fusing process starts with
applying energy to the end to be fused of said at least
one bristle tuft. Thereby, the ends of the bristle filaments
soften, whereby bristle filament ends of bristle filaments
located at the outline of the bristle tuft soften faster than
bristle filament ends of bristle filaments located in the
middle of the bristle tuft. Without being limited by theory
itis believed that the bristle filaments located in the middle
of a bristle tuft are shielded against the energy applied
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by the energy source by the bristle filaments located at
the outside of the bristle tuft. After softening bristle fila-
ment material melts and starts to flow along the bristle
filament. Thereby the free spaces between the bristle
filaments of one bristle tuft are filled with molten material.
In addition, molten material flows down at the outline of
the bristle tuft and the outline of the bristle tuft at the
bristle tuft end increases so that a projection is formed
by the fuse ball at the bristle tuft end. At this phase, the
form of the fuse ball can be described as a plane with a
central depression or a concave plane. If further thermal
energy is applied more bristle tuft material melts and is
combined with the fuse ball that has already been formed.
Thereby, the form of the fuse ball changes and the molten
material accumulates at the bristle tuft end forming a con-
vex shaped plane. If further thermal energy is applied the
material that flows down at the outline before will be also
accumulated at the top of the bristle tuft end and a mush-
room head or dome-shaped fuse ball will be finally built.
The fusing process can be interrupted at any time, in
particular at the time when the form and shape of the
fuse ball meets the requirements of further use of the
bristle tuft. The fusing process as described herein can
be performed in horizontal or vertical arrangement of the
hole perforation plate including the bristle tufts. Vertical
arrangement might be preferred because vapors or
steam which might be produced during the fusing proc-
ess are able to move away and do not accumulate at the
surface of the energy source. In addition, the energy
source does not deform during fusing process.

[0038] According to the present disclosure it is pre-
ferred to fuse at least until the bristle tuft ends are molten
sufficiently. The term "melt sufficiently" as used herein
shall be understood as applying energy, preferably ther-
mal energy to the bristle filament ends until the material
of the bristle filaments softens and melts and the molten
material forms any kind of fuse ball as defined above.
[0039] A preferred form of a fuse ball according to the
present invention is a plane, a plane with a depression,
in particular a plane with a central depression, a concave
plane, a slightly convex plane, a convex plane or a com-
bination thereof. Preferably the fuse ball has the form of
a plane. Thereby the geometric outline of the plane is
defined by the geometric outline of the bristle tuft which
is defined and fixed by the geometric shape and form of
the hole in the hole perforation plate. For example, round
bristle tufts will form disc shaped planes, elliptic bristle
tufts will form elliptic planes, sickle-shaped bristle tufts
will form sickle-shaped planes and bristle tuft stripes will
form planes in form of a stripe.

[0040] In addition, the preferred outline of the plane is
larger than the outline of the bristle tuft so that the fuse
ball forms a projection at the bristle tuft end. In particular,
the ratio of the outline of the fuse ball of the bristle tuft to
the outline of the bristle tuft is at least 1.05:1, preferably
at least 1.1:1, more preferred at least 1.2:1, more pre-
ferred at least 1.3:1. In subsequent processes, such as
molding of the brush head or a part thereof, said projec-
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tion will form an undercut so that the bristle tuft is con-
nected with the brush head or the part thereof securely.
[0041] The end of the bristle tuft that is opposite to the
fuse ball represents the end to be intended to clean the
teeth. The ends of the bristles that are intended to clean
may be cut into a special profile, may be tapered, may
be end-rounded and may be polished in order to provide
a safe and comfortable bristle tuft, which does not hurt
the soft tissue in the mouth.

[0042] According to the method as disclosed herein
the distance between the energy source, in particular
thermal energy source and the bristle tufts ends to be
fused is adjusted according to the properties of the bristle
tuft, such as the size of the bristle tuft, the form of the
bristle tuft, the position of the bristle tuft in the hole per-
foration plate and/orinthe desired bristle field of the brush
head to be produced, the material of the bristle filaments,
the cross-section and/or diameter of the bristle flaments,
the shape of the bristle filaments, the color of the bristle
filaments, additives present in the bristle filaments, or a
combination thereof. All these properties influence the
energy uptake, in particular the thermal energy uptake
of the bristle tuft and thus influence the fusing process
of each bristle tuft. Thus, the bristle tuft ends are arranged
with different distances to the energy source in order to
standardize the fusing process again.

[0043] A suitable distance from the energy source, e.g.
the thermal energy source to the front surface of the hole
perforation plate is in the range of from 0.5mm to 1mm,
preferably in the range of from 0.5mm to 4mm. The bristle
tufts protrude fromthe hole perforation plate and the more
the bristle tuft protrudes from the hole perforation plate
the smaller is the distance between the bristle tuft end to
be fused and the energy source.

[0044] Asdisclosed herein the propertiesinfluence the
melting of the bristle tufts and the formation of fuse balls.
For example, the position of the bristle tuft in the hole
perforation plate and/or in the desired bristle field of the
brush head to be produced influences the fusing process.
Without being bound by a theory it is believed that bristle
tufts which are arranged at the periphery of a bristle field
shield bristle tufts which are arranged in the middle of a
bristle field. The more bristle tufts are arranged around
a subject bristle tuft the more thermal energy is shielded.
Thus, if all bristle tufts of a bristle field shall be fused in
the same time and the fuse balls shall be similar, prefer-
ably substantially identically formed, the shielding effect
can be equalized by reducing the distance between the
bristle tuft ends and the energy source. For example,
when a plurality of bristle tufts is arranged in the hole
perforation plate in the fusing position the distance be-
tween the energy source and the bristle tuft ends of bristle
tufts that are arranged in the middle of the plurality of
bristle tufts is shorter than the distance between the en-
ergy source and the bristle tuft ends of bristle tufts that
are arranged in the periphery of the plurality of bristle
tufts, preferably the distance between the energy source
and the bristle tuft end of the bristle tuft that is arranged
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most central in the plurality of bristle tuft is the shortest.
[0045] Similar effects also appear regarding the size
of a bristle tuft or the form of a bristle tuft. In larger bristle
tufts the central filaments are shielded against the energy
during the fusing process. Said effect s further influenced
by the form of the bristle tuft as the shielding effect is
larger for round bristle tufts than for elongated stripe-
shaped bristle tufts. Without being bound by a theory it
is believed that the formation of a central depression in
the plane during fuse ball formation is based on the
shielding of the inner bristle filaments by the outer bristle
filaments. Accordingly, larger bristle tufts and/or bristle
tufts with a larger cross-section are arranged with a small-
er distance to the energy source than smaller bristle tufts
and/or bristle tufts with a smaller cross-section. The dis-
tance between the energy source and the bristle tuftends
of bristle tufts decreases with increasing cross-section
of the bristle tuft in a fusing position according to the
method as disclosed herein.

[0046] In addition or alternatively, the fusing process
is alsoinfluenced by the properties of the bristle filaments,
such as material, diameter, cross-section, shape, color,
of the bristle filament or the presence of further additives
in the bristle filament. For example, in a fusing position
the distance between the energy source, in particular the
thermal energy source and the bristle tuft ends is adjusted
according to the material of the bristle tuft, wherein pref-
erably the distance is larger for bristle tufts comprising
bristle filaments made from polyamide (PA), in particular
nylon, polyamide 6.6, polyamide 6.10, or polyamide 6.12,
than for bristle tufts comprising filaments made of poly-
butylene terephthalate (PBT) or polyethylene terephtha-
late (PET).

[0047] In addition or alternatively, the fusing process
is also slightly influenced by the color of the bristle fila-
ments. For example, the distance between the energy
source and the bristle tuft ends of bristle tufts comprising
green bristle flaments may be chosen larger than the
distance between the energy source and the bristle tuft
ends of bristle tufts comprising filaments of any other
color.

[0048] In addition or alternatively, the fusing process
may also be influenced by the size, in particular by the
diameter and/or cross-section of the bristle filaments.
Without being bound by a theory it is believed that e.g.
smaller bristle filaments melt faster than larger bristle fil-
aments and/or X-shaped bristle filaments melt faster than
round filaments. For example according to the method
as disclosed herein, in a fusing position the distance be-
tween the energy source, in particular the thermal energy
source and the bristle tuft ends of bristle tufts comprising
bristle filaments with a smaller diameter and/or cross-
section may be larger than the distance between the en-
ergy source and the bristle tuft ends of bristle tufts com-
prising bristle filaments with a larger diameter and/or
cross-section, preferably wherein the distance may be
decreased with increasing bristle filament diameter
and/or cross-section, more preferred wherein the dis-
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tance may be decreased from bristle filament diameter
of about 2 mil (0.0508mm) to about 9 mil (0,2286mm).
In addition or alternatively, in a fusing position the dis-
tance between the energy source and the bristle tuft ends
of bristle tufts comprising bristle filaments with an X-
shaped diameter may be larger than the distance be-
tween the energy source and the bristle tuft ends of bristle
tufts comprising bristle filaments with a round diameter.
[0049] Another property which may influence the fus-
ing process and thus may influence the fusing position
of the bristle tufts is the presence or absence of additives
in the bristle filaments. Additives, may decelerate s
and/or accelerate the fusing process by absorbing or re-
flecting the thermal energy using process. For example,
in a fusing position the distance between the energy
source, e.g. the thermal energy source and the bristle
tuft ends comprising bristle filaments comprising an ad-
ditive, e.g. clay or titanium dioxide is shorter than the
distance between the energy source and the bristle tuft
ends of bristle tufts comprising filaments without said ad-
ditive.

[0050] Theinfluences ofall properties ofthe bristle tufts
and bristle filaments as disclosed above may compen-
sate each other or may intensify each other. Forexample,
bristle tufts with a smaller cross-section that are located
in the middle of a bristle field may undergo a similar fusing
process than bristle tufts with a larger cross-section that
are located at the outside of a bristle field. Thus, accord-
ing to the method as disclosed herein all properties of a
bristle tuft are considered by adjusting the distance of
the end of said bristle tuft to the energy source. Prefer-
ably, the influence of some properties is assessed larger
than the influence of other properties. In a preferred em-
bodiment of the method as disclosed herein, the distance
between the bristle tuft end and the energy source, e.g.
the thermal energy source is adjusted according to the
size and/or cross-section of the bristle tuft, the position
of the bristle tuft in the bristle field or a combination there-
of, more preferred the distance between the bristle tuft
end and the energy source, e.g. the thermal energy
source is adjusted according to the position of the bristle
tuft in the bristle field.

[0051] Any suitable energy source that is capable of
producing the required amount of energy can be used
for the fusing process as disclosed herein. For example,
athermal energy source may be used, the thermal energy
source is a heater, preferably a convection type heater,
a thermal radiation type heater, an infra-red radiation
lamp or the like. Alternatively, the heater may be a heating
plate, more preferred wherein the heating plate is atleast
partly made of a conductive material for emitting thermal
radiation when an electric current flow through the con-
ductive material. Suitable heating sources are for exam-
ple disclosed in WO2015/094991A1 which is incorporat-
ed herein by reference. For example, the thermal energy
source may comprise a heating plate that is at least partly
made of a conductive material for emitting thermal radi-
ation when an electric current flow through the conductive
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material. Said heating plate may be structured such that
at least two heating sectors each comprising conductive
material are formed that are separated from each other
by at least one separation sector arranged for emitting
at least less thermal radiation then the heating sectors
and that each heating sector has a heating surface on a
heating side of the heating plate, where each of the heat-
ing surfaces has an area in a range of between about
0.25 mmZ2to about 250 mm?Z, in particular wherein atleast
one of the heating surfaces has an area below 100 mm?2.
[0052] The heating surfaces canbe heated to adegree
that the thermal radiation is sufficient to melt the bristle
tuft ends provided at a certain distance in an emission
direction. The distance between the bristle tuft ends and
the heating surfaces during the fusing process may lie in
arange of from about 0.05mm and about 5mm, preferably
in a range of from about 0.1 mm and about 2 mm and is
adapted according to the properties of the bristle tuft as
disclosed herein. The temperature of the heating surfac-
es may be in a range of about 500 degrees Celsius to
about 800 degrees Celsius and the application time of
thermal energy from the thermal energy source during
fusing might be in the range from 1 to 15 sec, preferably
from 2 to 12 sec, more preferred from 3 to 10sec, more
preferred from 4 to 8sec, more preferred from 5 to 7 sec.
A suitable flow of thermal energy (®) from the thermal
energy source to the at least two bristle tuft ends located
in the hole perforation plate wherein the Temperature in
°C measured with emissivity 0,88 is in the range from
500°C to 1000°C, preferably 600°C to 900°C, more pre-
ferred from 650°C to 850°C.

[0053] The heating surfaces of the heating sectors of
the heating plate may be made of a conductive material
having a higher resistance than the resistance of a con-
ducting material forming the at least one separation sec-
tor at least partly bordering the heating sectors. For ex-
ample, this may be a layer of conductive material at the
location of the heating sectors that is thinner than the
layer thickness of a conductive material forming at least
partly the separation sector and/or this may be a higher
resistivity conductive material used to realize the heating
sectors in comparison to the conductive material forming
at least partly the separation area. Sufficient thermal ra-
diation will be emitted when a sufficient electric current
is flowing through the heating sectors, i.e. electric cur-
rents of typically up to 200 Ampere. The layer thickness
of the conductive material forming the heating sectors
may be for example about or below 1.0 mm, in particular
below 900 wm, below 800 pum, below 700 wm, below 600
pm, below 500 wm, below 400 wm, below 300 pm, below
200 pm, or below 100 pwm, preferably in a range of 250
pm to 750 wm or in a range of about 400 pm to about
600 wm. The layer thickness of conductive material in
the separation sector may be above 1.0 mm, in particular
above 1.5 mm, above 2.0 mm, above 3.0 mm, above 4.0
mm, above 5.0 mm, or above 10 mm.

[0054] As a heating sector a structured portion of the
heating plate is understood herein comprising conductive
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material, which structured portion has a heating surface
on the heating side of the heating plate that tends to emit
a higher amount of thermal radiation than surface areas
of the separation sector that at least partly borders the
respective at least two heating sectors, in particular as
the heating sector comprises conductive material having
a higher resistance than conductive material in adjacent
(i.e. bordering) areas of the heating plate or because the
heating sector is embedded in an isolating material.
[0055] Electrical resistivity p (also known as resistivity,
specific electrical resistance, or volume resistivity) quan-
tifies how strongly a given material opposes the flow of
electric current. A low resistivity indicates a material that
readily allows the movement of electric charge. For ex-
ample, 18% chromium / 8% nickel austenitic stainless
steel has a resistivity of pgee = 6.9.107 Q m, copper of
Pcopper = 1.68:10-8 Q m, PET (polyethylene terephtha-
late) of ppgr = 1.0-102' Q m (all values given for a tem-
perature of 20° Celsius). Resistivity is a material property.
The resistance R of a piece of resistive material having
a length / and a cross sectional area A against flow of
electric current between its both ends in length direction
is given by R = pl/A. Thus, the resistance of a uniform
piece of material of given length can be increased by
reducing its cross-sectional area, as is generally known.
[0056] Perfectisolator materials do not exist, however
"conductive material" shall mean a material having a re-
sistivity below p = 1.0 Q m (in particular, this limit may be
set to below p = 1.0:10-" Q m) and "isolating material"
shall mean a material having a resistivity above p = 1.0
Q m (in particular, this limit may be set to above p =
1.0-10% Q@ m). Metals (allowing free electron flow) such
as steel, copper, silver, gold, iron and metal alloys etc.
are good conducting materials. Other conducting mate-
rials include amorphous carbon, conductive ceramics
such as ITO and conductive polymers such as PE-
DOT:PSS. Conductive materials that are in particular
suitable within the scope of the present disclosure are
those conductors that are thermally stable at the above-
mentioned temperatures of about 500 degrees Celsius
to about 800 degrees Celsius.

[0057] Many metals such as steel, copper, aluminum,
silver, many metal alloys including iron-based alloys or
copper-based alloys such as brass, bronze or Beryllium
copper (ASTM B194, B196, B197) etc. are thermally sta-
ble (i.e. do not notably deform or melt or otherwise de-
grade so that the material is usable for an industrially
sensible period) within the meaning of the present dis-
closure. Good isolator materials are glass, paper, dry
wood, Teflon, PET, hard rubber, rubberlike polymers, iso-
lating ceramics such as aluminum oxide or steatite and
many plastics etc..

[0058] The passage of electric current through a con-
ductor releases thermal energy by a process known as
resistive heating (or ohmic heating or Joule heating). Said
resistive heating leads to emission of thermal radiation,
in particular infrared radiation that is absorbed by the
ends of the filaments in a sufficient amount so that the
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thermoplastic material of the exposed ends of the bristle
tufts melts and the molten material forms afuse ball struc-
ture as is has been discussed in detail before. Fusing of
bristle tufts ends as disclosed herein can be performed
horizontally (i.e. the tufts are arranged essentially parallel
to the direction of earth gravity) but as well as vertically
(i.e. where the tufts are substantially inclined against the
direction of earth gravity, in particular where the tufts are
arranged essentially perpendicular to the direction of
earth gravity). Vertical fusing will be in particular possible,
if the applied thermal energy is adapted to the individual
properties of the bristle tufts as disclosed herein. The
molten bristle tuft ends melt very fast and also solidify
very fast when the source of thermal radiation is moved
away so that essentially no "noses" of dripping plastic
melt is generated. Fusing technologies applying more
thermal energy than those needed for the formation of
the fuse ball heat up for example the whole environment
such that at least generation of the mentioned noses dur-
ing vertical fusing can hardly be avoided. Due to the de-
fined heating of the bristle tuft ends as disclosed herein
the volume of material that is molten is lower than in the
normal fusing process and the surface tension of the mol-
ten material is thus higher and effectively reduces the
generation of noses or even dripping material. In addition,
the heating process can be further cost optimized by us-
ing different heating sectors, so that the heating surfaces
selectively emit different amounts of thermal radiation
during operation of the device. The area of the heating
surface of each of the heating sectors may lie in a range
of about 0.25 mm?2 and about 250 mm?2, in particular in
a range of about 0.5 mm2 and about 100 mm2, where
further in particular the upper limit may be smaller, such
as about 90mm?2, 80 mm2 , 70 mm2, 60 mm2, 50 mm2,
40 mm?2, 30 mm2, 20 mm=2, 10 mm2, 5 mm2, 4 mm2, 3
mm2, or 2 mm2. A typical cylindrical tuft as used in many
of today’s toothbrushes may has a diameter in the range
of between about 0.5 mm to about 2.5 mm, in particular
in the range of between about 1.0 mm to about 2.0 mm,
further in particular in the range of between about 1.3
mm to about 1.8 mm. As an example, a circular tufthaving
a diameter of 1 mm has an area of about 0.785 mm?2,
Some toothbrushes comprise large sized single tufts
such as the Oral-B CrossAction® toothbrush, which has
a large size single bristle tuft at its foremost end having
an area of about 28 mm?2 (30 mm2 may then be consid-
ered as an appropriate upper limit). Obviously, even larg-
er single bristle tufts can be contemplated (50 mm2 may
then be considered an appropriate upper limit). The in-
dividual bristle tufts are each arranged with a distance to
each other, as otherwise they would form a single tuft
with densely arranged filaments. The bristle tufts are ar-
ranged with a distance to allow the free filament ends of
the final toothbrush to move when applied with a force
against a tooth surface. Typical distance between neigh-
boring tufts of a tuft field of a toothbrush may lie in a range
of about 0.2 mm to about 5.0 mm, in particular in a range
of about 0.5 mm and about 2.0 mm. In some of today’s
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toothbrushes a distance between neighboring tufts of
about 0.8 mm to about 1.6 mm is employed.

[0059] Higherthermal emission of the heating surfaces
may be achieved by a different average profile roughness
Ra on the heating surfaces than on the bordering surfac-
es made of conductive material of the separation sectors.
Typical values for the average profile roughness of the
heating surfaces are Ra > 20 um, in particular Ra > 25
pm (an upper limit of Ra <200 pwm, in particular of Ra <
200 wm and further in particular of Ra< 50 um may be
employed). Typical values for the average profile rough-
ness of the surface of the separation sector(s) are Ra<
10 pwm, in particular Ra < 5 um, further in particular Ra
<2.0 pm. Typical polished surfaces have an average pro-
file roughness of Ra <1.0 um (where finish grinding re-
sults in an average profile roughness of Ra < 0.2 um).
[0060] The heating surface may be a non-flat surface,
e.g. may be concavely formed so that the thermal radi-
ation will be more focused than with a flatheating surface.
Generally, the heating plate may be made from sintered,
in particular laser sintered material, in particular conduc-
tive material, even though the heating plate may also
comprise isolating material.

[0061] After formation of the fuse balls the at least two
bristle tufts are transferred to a subsequent process po-
sition, wherein in the subsequent process position the
distance of the bottom edge of the fuse ball of at least
one bristle tuft to the front surface of the hole perforation
plate is different to the distance of the bottom edge of
said fuse ball of said bristle tuft to the front surface of the
hole perforation plate in the fusing position, wherein the
subsequent process position might be e.g. the molding
position. Preferably, the distance between the bottom
edge of the fuse ball and the front surface of the hole
perforation plate of at least one bristle tuft in the fusing
position is larger or shorter, preferably larger than the
distance between the bottom edge of the fuse ball and
the front surface of the hole perforation plate of said at
least one bristle tuft in the subsequent process position.
The term "bottom edge of a fuse ball" as used herein
shall be understood as the position at the bristle filaments
in a bristle tuft where the amendment of the bristle fila-
ment material caused by the energy, in particular thermal
energy applied during the fusing process, i.e. softening
or melting of the material of the bristle filament, ends.
[0062] Thatmeans afterthe fusing process the position
of the bristle tufts in the hole perforation plate may be
amended again, wherein the position of the bristle tufts
is adjusted to the requirements of the subsequent proc-
esses. For example, the distance between the bottom
edge of the fuse ball and the front surface of the hole
perforation plate of at least one bristle tuft in the fusing
position is larger or shorter, than the distance between
the bottom edge of said fuse ball and the front surface
of the hole perforation plate of said at least one bristle
tuft in the subsequent process position. For example, the
subsequent process might be the over-molding of the
fuse balls to form a brush head at least partially. If the
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subsequent process position is adjusted according to the
molding process a larger distance between the bottom
edge of the fuse ball and the front surface of the hole
perforation plate might be advantages in order to have
more material flowing around the fuse ball and fixing the
bristle tuft more tightly in the brush head to be formed.
In addition or alternatively, a smaller distance between
the bottom edge of the fuse ball and the front surface of
the hole perforation plate might be advantages in order
to produce small brush heads and/or to generate free
space in the brush head above the fuse balls. Said free
space may be needed to include other features of a brush
head, such as elastomeric cleaning elements, or gearing
or coupling elements which are needed for brush heads
of electric toothbrushes. A suitable distance between the
bottom edge of the bristle tuft end and the front surface
of the hole perforation plate of the at least two bristle tufts
in the molding position is in the range from 0.2 to 3mm,
preferably from 0.3 to 2.5mm, more preferred from 0.4
to 2 mm, more preferred from 0.5 to 1.5mm, more pre-
ferred from 0.6 to 1.2mm.

[0063] Other subsequent process steps, such as re-
viewing or checking steps and/or molding steps, that pro-
vide elastomeric cleaning elements into the perforation
plate may be included optionally in the method as dis-
closed herein. Suitable reviewing or checking steps may
include checking and confirming the correct number, di-
ameter and/or color of filaments in the individual hole of
the perforation plate; checking and confirming correct po-
sition of bristle tufts and/or elastomeric elements in the
holes of the perforation plate; checking the presence and
quality of the fuse ball of a bristle tufts, and/or combina-
tions thereof. The quality check of a fuse ball may com-
prise dislocating the fuse ball from the perforation plate
in order to visually inspect the fuse ball by top, down and
side views for checking form and size of the fuse ball and
whether all filaments are included completely. Finally,
the bristle tufts are arranged in the molding position,
wherein the distance between the bottom edge of the
fuse ball and the front surface of the hole perforation plate
is adjusted according to the requirements of the subse-
quent molding process, where according to the method
as disclosed herein said molding position of at least one
bristle tuft differs from the fusing position of said bristle
tuft.

[0064] Afterthe bristle tufts are arrangedin the molding
position the fuse balls of the at least two bristle tufts are
over-molded with plastic material, whereby a brush head
or the part thereof is formed. Therefore, a mold is formed,
wherein the hole perforation plate forms one part of the
mold. The mold is formed in such that the fuse balls are
located in the hollow formed by the mold without having
contact to any of the inner surfaces of the mold so that
the fuse balls can be embedded into the material to be
injected completely when the brush head or the part
thereofis formed. Suitable materials for forming the brush
head or the part thereof are hard plastic materials. The
Shore D hardness of the "hard plastic" material as un-
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derstood herein may be in the range from about 30 to
about 90, in particular in the range from about 40 to about
80, more particular in the range from about 50 to about
80, even more particular in the range from about 65 to
about 75. Suitable materials which may be used as hard
plastic material may be for example polypropylene (PP),
polyethylene (PE), polyoxymethylene (POM), polyethyl-
ene terephthalate (PET), a polyamide (PA), or a blend
or a mixture comprising polypropylene (PP), polyethyl-
ene (PE), polyoxymethylene (POM), polyethylene
terephthalate (PET) or a polyamide (PA).

[0065] The brush head may comprise further ele-
ments, such as chemical releasing elements or elasto-
meric elements. A "chemical releasing element" as un-
derstood herein is any element which releases chemical
substances during use, in contact with water and/or sa-
liva and/or after mechanical influence by the bristle fila-
ments during brushing. Suitable chemical releasing ele-
ments are for example pads or reservoirs which are filled
with or comprise chemical actives. Suitable chemical ac-
tives which might be released may be for example, anti-
sensitivity chemicals, pain-relief chemicals, wound-heal-
ing chemicals, anti-inflammation chemicals, flavoring
components, anti-tartar chemicals, whitening chemicals,
anti-bacterials, anti-erosion chemicals or a mixture there-
of.

[0066] An "elastomeric element" as understood herein
is any cleaning element that is not a bristle filament or a
bristle tuft. Elastomeric elements may be formed e.g.
from soft plastic material. The Shore A hardness of "soft
plastic" material as understood herein may be in the
range from about 10 to about 80, in particular in the range
from about 20 to about 70, more particular in the range
from about 30 to about 60, even more particular from
about 30 to about 40. The Shore A hardness of the soft
plastic material is adapted to the geometry used for the
elastomeric element. Thinner geometric elements may
be produced from a material having a greater Shore A
hardness compared to thicker elements and vice versa.
The choice of the soft plastic material also depends on
the length of the element formed. In principle, longer ge-
ometric elements may be manufactured from a soft plas-
tic material having a greater Shore A hardness compared
to shorter elements. Suitable materials which may be
used as soft plastic material may be for example rubber,
thermoplastic elastomer (TPE), polyethylene (PE), poly-
propylene (PP), Polyoxymethylene (POM) or a blend or
a mixture thereof. Materials which show elastomeric
properties, such as TPE, are preferably used as soft plas-
tic materials herein. The soft plastic material may have
any geometric form, for example, a nub, a pin, a fin, a
wall, a bar, a gutter, a curve, acircle, alamella, a textured
element, a polishing element such as, for example, a
polishing cup, or a tongue cleaning element or a combi-
nation thereof.

[0067] The elastomeric element may be produced be-
fore and/or may be provided together with bristle tuft(s)
and may be over-molded with the material used to form
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the brush head or a part thereof. In addition or alterna-
tively, the brush head or the part thereof may comprises
holes which are filed with elastomeric material in a sub-
sequent process step in order to form elastomeric ele-
ments. Preferably, elastomeric elements that are includ-
ed into a bristle field are produced and/or provided before
and/or together with the bristle tufts. In addition or alter-
natively, elastomeric elements that are positioned at the
outline and/or at the backside of a brush head, e.g. ele-
ments intended to clean the gum line or the tongue are
preferably produced and/or provided after the bristle field.
Independently from the process step used, a physical
connection is built between the elastomeric element and
the brush head. The toothbrush may be for example a
manual toothbrush or a replacement brush for an elec-
trical toothbrush comprising a brush head as disclosed
herein providing one or more cleaning element(s), a han-
dle and a neck connecting the brush head and the handle
to each other, wherein the one or more cleaning ele-
ment(s) may comprise one or more elastomeric elements
and one or more bristle tuft(s). The method disclosed
herein allows high design flexibility and makes handling
of non-bristle-tuft-cleaning elements as easy as bristle-
tuft cleaning elements. Handling of elastomeric elements
is usually challenging due to the fact that the elastomeric
elements are difficult to grip, could be strongly influenced
by electrostatic forces and are difficult to handle due to
their elastomeric properties. Theses handling problems
are decreased, if elastomeric elements are directly
formed in the hole perforation plate. By the methods dis-
closed herein bristle tuft cleaning elements and elasto-
meric elements are handled in a similar manner thereby
making toothbrush manufacturing more efficient. In ad-
dition or alternatively, the present method may also ease
handling of advanced filament types, such as super-thin
filaments which are tapered chemically or mechanically
in anchor-free manufacturing techniques.

[0068] After the intended cleaning elements are all
placed in the hole perforation plate a mold cavity is
formed comprising the hole perforation plate as the first
mold half and at least one second mold half. Then a plas-
tic material which shall form the brush head or a part
thereof is injected into the mold cavity. Thereby the fuse
balls of the one or more bristle tuft(s) and the optional
elastomeric element are over-molded with the molten
plastic material. Thereby, the fuse balls are embedded
into the plastic material and undercuts are formed so that
the bristle tufts are secured against pulling forces. For
example, the molten material of the cleaning element car-
rier may flow around the tuft ends of the bristle tufts form-
ing small balls or plates or any geometric protrusion of
the elastomeric element may be embedded into the mol-
ten material forming the brush head or a part thereof.
Preferably, the part that is formed from the molten ma-
terial is a cleaning element carrier. The cleaning element
carrier comprises a front surface, a back surface and a
thickness, wherein the cleaning element carrier is atleast
thick enough to embedded the one or more fuse ball(s)
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completely in the cleaning element carrier. A suitable
thickness of the cleaning element carrier may be in the
range of from about from 2.0mm to 4.0mm, preferably in
the range of from 2.2mm to 4.0mm, more preferably in
the range of from 2.5mm to 3.5mm. The bristle filaments
protrude from the front surface of the cleaning element
carrier and at least two fuse balls are preferably located
at different levels in the cleaning element carrier. The
cleaning element carrier might be manufactured from any
suitable plastic material, in particular from any plastic ma-
terial which can be processed in a molten state. Suitable
material comprises polyethylene (PE), polypropylene
(PP), Polyoxymethylene (POM), thermoplastic elastom-
ers (TPE) or a blend or a mixture thereof, wherein the
different materials show different advantages and are
chosen accordingly. For example polyoxymethylene is a
harder material showing a higher resistance during use,
but is more difficult to process during injection molding;
in contrast, polypropylene is less hard and resistant, but
also less expensive and easier to process during injection
molding. In the present invention the material of the
cleaning element carrier is preferably made from poly-
propylene.

[0069] The cleaning element carrier may further com-
prise an edge at the periphery of the back surface. That
means, the cleaning element carrier may further com-
prise a central depression in the back surface, preferably
a central depression in the range of from 0.1mm to 3mm,
more preferred in the range on from 0.5mm to 2.5mm,
more preferred in the range of from 1mm to 2mm, more
preferred in the range of from 1.5 to 1.8mm. The central
depression may cover at least 70% of the area of the
back surface, preferably at least 80% of the area of the
back surface, more preferred at least 85% of the area of
the back surface, more preferred at least 90% of the area
of the back surface, more preferred from 90% to 98% of
the area of the back surface. For example, a drive part
might be located in the first central depression. In addi-
tion, the cleaning element carrier may further comprise
asecond central depression, in the back surface, wherein
the optional second central depression is preferably in
the range of from 0.1mm to 2mm, more preferred in the
range on from 0.1mm to 1.6mm, more preferred in the
range of from 0.2mm to 0.8mm The second depres-
sion(s), in particular the second central depression(s)
may cover at least 30% of the area of the first depression,
preferably atleast 40% of the area of the first depression,
more preferred from 40% to 50% of the area of the first
depression. For example, distribution channels or a soft
plastic material layer for soft plastic cleaning elements
might be located in the second central depression.
[0070] In addition or alternatively, a cover might be lo-
cated inside the edge and might cover the depressions
of the cleaning element carrier, wherein the surface of
the cover forms preferably a planar surface with the edge
of the cleaning element carrier. The cover may be pro-
duced separately or might be formed directly onto the
cleaning element carrier, e.g. by injection molding. For
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example, the material of the cover might comprise poly-
ethylene (PE), polypropylene (PP), polyoxymethylene
(POM), thermoplastic elastomers (TPE) or a blend or a
mixture thereof. The material might be molten and might
be injected directly onto the cleaning element carrier.
Preferably the material of the cover might be identical to
the material that is used for the cleaning element carrier.
If both materials are identical an optimal bond between
the cleaning element carrier and the cover is achieved.
Preferably, polypropylene (PP) is used as material of the
cover. Inan alternatively preferred embodiment, the elas-
tomeric cleaning elements and the cover are made from
the same material, in particular are made from thermo-
plastic elastomers (TPE). The color of the material of the
cover might be identical or different to the color of the
material of the cleaning element carrier.

[0071] Inaddition oralternatively, the cleaning element
carrier might comprise one or more slots, which are suit-
able to receive one or more elastomeric elements. The
slots might be of any geometrical form and shape and
the form and shape of the one or more slot(s) might be
adapted according to the form and shape of the elasto-
meric elements. If more elastomeric elements are includ-
ed into the cleaning element carrier, the elastomeric el-
ements may be identical to each other or may differ in
form and shape. If more elastomeric elements made from
the same material are included into the cleaning element
carrier the back surface of the cleaning element carrier
might comprise distribution channels which connect the
one or more slot(s) to each other so that the elastomeric
material can be distributed over the cleaning element car-
rier and all elastomeric elements can be produced in one
process step. That means that the elastomeric elements
are connected to each other via elastomeric material lo-
cated in the distribution channels. In contrast, different
elastomeric elements can be produced independently
from each other. Suitable material which can be used for
the elastomeric elements comprise rubber, thermoplastic
elastomer (TPE), or a blend of mixture thereof, preferably
used are thermoplastic elastomer (TPE) materials.
[0072] The cleaning element carrier comprising the
bristle tufts and the optional elastomeric elements rep-
resents the central part, namely the cleaning part of a
toothbrush head. The cleaning element carrier might be
included into a toothbrush head of a replacement brush
head for an electric toothbrush or might be included into
a toothbrush head of a manual toothbrush. For example,
the cleaning element carrier might be placed into a mold
and might be over-molded with molten plastic material
thereby forming the toothbrush, a replacement brush
head for an electrical toothbrush or a part thereof. That
means, brush heads, in particular toothbrush heads or
parts thereof, as well as toothbrushes comprising said
brush heads or parts thereof which are preferably pro-
duced by the method as disclosed herein can be used
for manufacturing any kind of manual toothbrush or any
kind of replacement brush for electric toothbrushes.
Thus, the present disclosure further provides a brush, in
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particular a toothbrush comprising a cleaning element
carrier providing cleaning elements as disclosed herein.
[0073] Inthefollowing, a detailed description of several
example embodiments will be given. It is noted that all
features described in the present disclosure, whether
they are disclosed in the previous description of more
general embodiments or in the following description of
example embodiments of the devices or the method,
even though they may be described in the context of a
particular embodiment, are of course meant to be dis-
closed as individual features that can be combined with
all other disclosed features as long as this would not con-
tradict the gist and scope of the present disclosure. In
particular, all features disclosed for either one of the de-
vices or a part thereof or disclosed together with the meth-
od may also be combined with and/or applied to the other
parts of the devices or a part thereof, if applicable and
vice versa.

[0074] Fig. 1A shows an example embodiment of a
cleaning elementcarrier 30. The cleaning element carrier
30 comprises a front surface 31, a back surface 32 and
athickness T. A suitable thickness of a cleaning element
carrier 30 as disclosed herein is in the range from 2.5mm
to 3.5mm. The cleaning element carrier 30 shown in Fig.
1is a disc, but non-round shapes are also possible. The
cleaning element carrier 30 comprises at least one pro-
trusion 37, wherein the protrusion 37 is located centrally
at the front surface 31. The central protrusion 37 covers
atleast 10% of the whole front surface 31, preferably15%,
more preferred 20% of the whole front surface 31. The
size of the central protrusion 37 in % of the whole front
surface 31 depends on the tuft design. The central pro-
trusion 37 protrudes about 0.4mm from the front surface
31. The central protrusion 37 preferably ends between
two tufts, but in certain embodiments the central protru-
sion 37 may also end within one or more tufts.

[0075] Fig. 1B shows another example embodiment of
a cleaning element carrier 30 comprising a front surface
31, a back surface 32 and a thickness T. A suitable thick-
ness of a cleaning element carrier 30 as disclosed herein
is in the range from 2.5mm to 3.5mm. The cleaning ele-
ment carrier 30 comprises at least one protrusion 37,
which is located centrally at the front surface 31 and a
central depression at the back surface 32. The central
depression 35 covers at least 70% of the back surface
32 so that an edge 34 is formed in the periphery. The
edge 34 may be about 0.6mmto 1.2mm thick, but smaller
edges may be also possible as long as an edge is formed
which is stable during manufacturing process. The cen-
tral protrusion 37 covers at least 10% of the whole front
surface 31, preferably15%, more preferred 20% of the
whole front surface 31.

[0076] Fig. 1C shows an example embodiment of a
part 10 of a brush head. The part 10 shown in side view
comprises a cleaning element carrier 30 with a front sur-
face 31 and a back surface 32 and several bristle tufts
20. Seven bristle tufts 20 can be seen, wherein each
bristle tuft 20 comprises several filaments 22. The bristle
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tufts 20 protrude from the front surface 31 of the cleaning
element carrier 30 and the ends 26 of the filaments 22
that are intended for cleaning are end-rounded in order
to ensure a save use. At the opposite end of the filaments
22 a fuse ball (not shown) is formed which is embedded
into the cleaning element carrier 30. The part 10 of a
brush head further comprises two elastomeric cleaning
elements 40 made from a thermoplastic elastomer (TPE).
[0077] Fig. 1D shows a cross-sectional view of another
example embodiment of a part 10 of a brush head com-
prising a cleaning element carrier 30 with several bristle
tufts 20 forming a bristle field 28. Three different types
of bristle tufts 20 are shown (20a, 20b, 20c) which can
differ in number, color, length and/or material of the in-
dividual filaments. The bristle tufts 20c is a tuft-in-tuft em-
bodiment, wherein the inner central tuft protrudes from
the peripheral tuft. The cleaning element carrier 30 com-
prises at least one protrusion 37, which is located cen-
trally at the front surface 31 and a central depression at
the back surface 32. The bristle tufts 20 protrude from
the front surface 31 of the cleaning element carrier 30
and the ends 26 of the filaments forming the bristle tufts
20thatareintended for cleaning are end-roundedin order
to ensure a save use. At the opposite end of the bristle
tufts 20 a fuse ball 24 is formed which is securely em-
bedded into the cleaning element carrier 30. The back
surface 32 of the cleaning element carrier 30 comprises
a central depression 35, wherein the central depression
35 covers at least 70% of the back surface 32 so that an
edge 34 is formed in the periphery. The edge 34 may be
about 0.6mm thick, but smaller edges may be also pos-
sible as long as an edge is formed which is stable during
manufacturing process. The front surface 31 comprises
a central protrusion 37, wherein the area of the cleaning
element carrier covered by the protrusion 37 is smaller
than the area of the cleaning element carrier covered by
the depression 35 so that the protrusion 37 is not recog-
nizable by the user of the brush head. The protrusion 37
may cover at least 10% of the front surface 31 and may
be helpful to increase the thickness T of the cleaning
element carrier 30 locally. A standard thickness T of the
cleaning elementcarrier 30inthe peripheryisinthe range
from 2.5mm to 3.5mm, wherein the central depression
35 may decrease the thickness by about 1.5mm. Thus,
it might be advantageous to increase the thickness T
again by a protrusion 37 at the front surface 31. An in-
crease of the thickness T by a protrusion 37 might be
about 0.4mm and might help to securely embedded the
bristle tufts 20 in the middle of the cleaning element car-
rier 30.

[0078] Fig. 2A shows a cross-sectional view of an ex-
ample embodiment of a cleaning element carrier 30 com-
prising voids 38 which can be filled with cleaning ele-
ments. The front surface 31 of the cleaning element car-
rier 30 comprises a central protrusion 37 which covers
atleast 20% of the front surface 31. The back surface 32
of the cleaning element carrier 30 comprises a central
depression 35 which covers at least 70% of the back
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surface 32 so that an edge 34 is formed in the periphery.
In the middle of the central depression 35 a second de-
pression 36 is shown which covers about 10% of the back
surface 32. The cleaning element carrier 30 shown in
Fig. 2Aiis a disc, but non-round shapes are also possible.
The back surface 32 further comprises a network of
grooves 39 that are connected to each other and which
are located in the area of the depression 35. The grooves
39 may form any network that is suitable to connect the
voids 38 so that at each end of the grooves 39 a void 38
is located in the cleaning element carrier 30 which can
be filled with cleaning elements. Fig. 2B shows the clean-
ing element carrier 30 shown in Fig. 2A, wherein the voids
38 are filled with elastomeric cleaning elements 40. The
elastomeric material for the elastomeric cleaning ele-
ments 40 was added into the grooves 39 and distributed
over the network so that an elastomeric connection 39a
is formed therein and all elastomeric cleaning elements
40 are formed together. Thus, the elastomeric cleaning
elements 40 are connected to each other via the elasto-
meric connection 39a at the back surface 32 of the clean-
ing element carrier 30.

[0079] Fig. 2C shows a cross-sectional view of the ex-
ample embodiment of a cleaning element carrier 30 com-
prising a central depression 35 at the back surface 32
and a central protrusion 37 at the front surface 31. A drive
part44 is placed in the central depression. Fig. 2D shows
a cross-sectional view of the example embodiment al-
ready shown in Fig. 2C, wherein the drive part 44 is
mounted to the cleaning element carrier 30 with a cover
46. The cover 46 is located inside the central depression
35, wherein the back surface 47 of the cover 46 forms a
planar surface with the edge 34. The material of the cover
46 is selected from polyethylene (PE), polypropylene
(PP), Polyoxymethylene (POM) or a blend or a mixture
thereof, preferably the material of the cover 46 is identical
to the material of the cleaning element carrier 30 and the
cover 46 is formed by injection molding directly into the
depression 35 of the cleaning element carrier 30. Thus,
the cover 46 and the cleaning element carrier 30 are con-
nected to each other and the drive part 44 is securely
mounted. The color of the cover 46 is preferably different
from the color of the cleaning element carrier 30.
[0080] Fig. 2C shows a cross-sectional view of the ex-
ample embodiment of a cleaning element carrier 30 com-
prising a central depression 35 at the back surface 32
and a central protrusion 37 at the front surface 31. A
standard thickness T of the cleaning element carrier 30
in the periphery is in the range from 2.5mm to 3.5mm,
wherein the central depression 35 decreases the thick-
ness by about 1.5mm. A drive part 44 is placed in the
central depression and covered with a cover 46. The cov-
er 46 is located inside the central depression 35, wherein
the back surface 47 of the cover 46 forms a planar surface
with the edge 34. The cover 46 is preferably made of the
same material than the cleaning element carrier 30 and
the cover 46 is formed by injection molding directly into
the depression 35 of the cleaning element carrier 30.
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Several bristle tufts 20 and elastomeric cleaning ele-
ments 40 protrude from the front surface 31 of the clean-
ing element carrier. Seven bristle tufts 20 can be seen,
wherein each bristle tuft 20 differs in at least one property
from the other bristle tufts 20. For example bristle tufts
20a and 20b differ in the position of the bristle tuft 20 in
the cleaning element carrier 30. The central bristle tufts
20c comprise more bristle filaments and is a tuft-in-tuft
embodiment comprising an inner tuft that protrudes from
the peripheral tuft. In addition the bristle filaments of the
bristle tufts 20a, 20b, 20c may further differ regarding
material, color or size of the bristle tuft. The elastomeric
cleaning elements 40 are made from a thermoplastic
elastomer (TPE).

[0081] Fig. 3 shows a schematic method which can be
used to produce the cleaning element carrier 30 as dis-
closed herein. Fig. 3A shows a side view of a hole per-
foration plate 60 which comprises a front surface 61, a
back surface 62, a thickness D and a plurality of holes
70, wherein the plurality of holes 70 is shaped and dis-
tributed in the hole perforation plate 60 according to the
desired bristle field 28 of the brush head to be produced.
The thickness D is adapted to the length of the bristle
tufts 20 which shall be placed in the holes 70 (Fig. 3B).
Thus, the hole perforation plate 60 is thick enough that
the filaments 22 of the bristle tufts 20 are stabilized and
protected during the manufacturing steps, but thin
enough that the bristle tufts 20 can still be handled. A
suitable thickness D for the hole perforation plate 60 is
from 6mm to 14mm. The holes 70 are adapted to size
and shape of the bristle tufts 20 that shall be placed there-
in. For example, bristle tuft 20a is larger than bristle tuft
20b, thus the holes 70 are different accordingly.

[0082] In Fig. 3C the hole perforation plate 60 was ro-
tated by 90°. The bristle tufts 20 protrude from the hole
perforation plate 60 at both sides. One end 26 of the
bristle tufts 20 is intended for cleaning and thus, is end-
rounded and comprises a smooth surface. The opposite
end 23 of the bristle tufts 20 is intended for fusing. The
fusing of the ends 23 is performed with a thermal energy
source 80 which is approached to the ends 23. Due to
the different properties of the bristle tufts 20a, 20b the
ends 23 melt differently, i.e. require different amounts of
thermal energy to melt. For example, bristle tuft 20a is
significantly larger than bristle tuft 20b so that bristle tuft
20a requires more thermal energy to melt. Thus, the dis-
tance between end 23 of bristle tuft 20a and the thermal
energy source 80 is smaller than the distance between
end 23 of bristle tuft 20b and the thermal energy source
80. If the thermal energy is applied the ends 23 melt and
form fuse balls 24 (Fig.3d) which are similar compared
to each other due to the different distances to the thermal
energy source 80. Thereby, the distance of the bottom
edge 25 of the fuse ball 24 of a first bristle tuft 20a to the
front surface 61 is different to the distance of the bottom
edge 25 of the fuse ball 24 of a second bristle tuft 20b to
the front surface 61. For example, bristle tuft 20b which
is located in the middle of the bristle filed is shielded
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against the thermal energy from the thermal energy
source 80 by its neighboring bristle tufts 20. Thus, bristle
tuft 20b is arranged closer to the thermal energy source
80.

[0083] After the fuse balls 24 are formed the bristle
tufts 20 are arranged in the hole perforation plate 60 ac-
cording to the arrangement of the bristle tufts 20 in the
bristle field 28 that shall be produced (Fig. 3e). That
means, the distance between the fuse balls 24 and the
hole perforation plate 60 during fusing can be different
than for the subsequent process steps such as molding.
The position of the bristle tufts 20 in the hole perforation
plate 60 in the molding position is based on the position
of the ends 26 intended for cleaning in the bristle field
28. The hole perforation plate 60 represents one part of
a mold and together with a second mold half 82 a mold
fora cleaning elementcarrier 30 is provided. Then molten
material, e.g. polyethylene is filled into the mold and
cleaning element carrier 30 is formed (Fig. 3f) wherein
the fuse balls 24 are embedded into the material of the
cleaning element carrier 30 and thus, mounted securely
thereto.

[0084] Fig. 3g-3h show an alternative embodiment,
wherein adrive part44 is further integrated into the clean-
ing element carrier 30. Therefore, the drive 44 is placed
partly in the mold so that the molten polyethylene material
surrounds the fuse balls 24 and a part of the drive part
44. Fig. 3i shows an alternative embodiment, wherein
the hole perforation plate 60 comprises a central depres-
sion 63. Said central depression 63 will form a central
protrusion 37 in the cleaning element carrier 30 to be
formed.

[0085] Fig. 4A shows a schematic and cross-sectional
view of a manual toothbrush 14 comprising a handle 13
and ahead 12, wherein the head 12 comprises a cleaning
element carrier 30 as disclosed herein. The cleaning el-
ement carrier 30 comprises several bristle tufts 20,
wherein the bristle tufts 20 are each secured with a fuse
ball 24 in the cleaning element carrier 30 and the ends
26 intended for cleaning protrude therefrom.

[0086] Fig. 4B shows a schematic and cross-sectional
view of a replacement brush head 19 for an electric tooth-
brush comprising a neck 17 and a head 16. The head 16
comprises a cleaning element carrier 30 as disclosed
herein as well as a drive part 44 and a gear connection
18. The cleaning element carrier 30 comprises several
bristle tufts 20, wherein the bristle tufts 20 are each se-
cured with a fuse ball 24 in the cleaning element carrier
30 and the ends 26 intended for cleaning protrude there-
from.

[0087] Fig. 5 shows a schematic top view to a front
surface 61 of a hole perforation plate 60 comprising three
arrangements 65 of holes 70. The arrangements 65 are
separated from each other by a distance of at least 2mm.
The holes 70 in the arrangements 65 correspond to and
are located according to the bristle field 28 which shall
be formed. Different sizes and shapes of holes 70 are
possible, e.g. elongated holes 70a, oval holes 70b, round
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holes 70c, arc shaped hole 70d or trapezoidal holes 70e
are shown, but other shapes or sizes might be present
depending on the bristle tufts which shall be used. The
hole perforation plate 60 further comprises some blind
holes 64 which are suitable to receive further cleaning
elements, such as elastomeric cleaning elements. More
or less than the three arrangements 65 shown can be
present in one hole perforation plate 60. Two or more
hole perforation plates 60 can be combined to a larger
ensemble.

[0088] The dimensions and values disclosed herein
are not to be understood as being strictly limited to the
exact numerical values recited. Instead, unless other-
wise specified, each such dimension is intended to mean
both the recited value and a functionally equivalentrange
surrounding that value. For example, a dimension dis-
closed as "40 mm" is intended to mean "about 40 mm.

Claims

1. A method of producing a brush head, in particular a
toothbrush head (12,16) or a part (10) thereof com-
prising:

- providing at least two filament containers each
comprising a supply of loose filaments (22) of a
predefined length, wherein the loose filaments
(22) in the at least two filament containers differ
in at least one property selected from filament
material, filament diameter, filament cross-sec-
tion, filament shape, presence or absence of ad-
ditives and/or a coating, or a combination there-
of;

- picking one or more bristle tuft(s) (20) from the
at least two filament containers and arranging
the one or more bristle tufts (20) in a hole per-
foration plate (60) comprising a front surface
(61), a back surface (62), a thickness (D) and
one or more holes (70), wherein the one or more
holes (70) are shaped and distributed in the hole
perforation plate (60) according to the desired
bristle field (28) of the brush head to be pro-
duced;

- arranging an energy source (80) in a prede-
fined distance to the front surface (61) of the
hole perforation plate (60) so that the ends (23)
of the one or more bristle tufts (20) and the en-
ergy source (80) are arranged contactless;

- arranging the one or more bristle tufts (20) in
a fusing position, wherein the ends (23) of the
one or more bristle tufts (20) which shall be fused
are arranged in the hole perforation plate (60)
at different distances to the front surface (61)
resulting in different distances of the bristle tuft
ends (23) to the energy source (80), wherein the
distance is adjusted according to the atleastone
property;
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- applying energy from the energy source (80)
to the ends (23) of the one or more bristle tufts
(20) until fuse balls (24) are formed;

- transferring the one or more bristle tufts (20)
to a molding position, wherein in the molding
position the distance of the bottom edge (25) of
at least one fuse ball (24) of at least one bristle
tuft (20a) to the front surface (61) is different to
the distance of the bottom edge (25) of the fuse
ball (24) of said bristle tuft (20a) to the front sur-
face (61) in the fusing position;

- over-molding of the fuse balls (24) of the one
or more bristle tufts (20) with molten plastic ma-
terial thereby forming a cleaning element carrier
(30);

- transferring the cleaning element carrier (30)
toabrush head mold and injecting molten plastic
material into the brush head mold forming a
toothbrush head (12, 16), wherein the cleaning
element carrier (30) is over-molded thereby and
the bristle tufts are still located in the hole per-
foration plate (60).

The method according to the preceding claim,
wherein the cleaning element carrier (30) comprises
an edge (34), preferably an edge (34) in the range
of from 0.6mm to 1.2mm.

The method according to anyone of the preceding
claims, wherein energy is applied until the form of
the fuse ball (24) is selected from a plane, a plane
with a central depression, a plane with a concave
surface, a plane with a convex surface or a combi-
nation thereof.

The method according to anyone of the preceding
claims, wherein the ratio of the outline of the fuse
ball (24) to the outline of the bristle tuft (20) is at least
1.05:1, preferably at least 1.1:1, more preferred at
least 1.2:1, more preferred at least 1.3:1.

The method according to anyone of the preceding
claims, wherein the step of providing a filament con-
tainer comprises the steps of

- providing a filament strand;

- end-rounding and polishing the end of the fil-
ament strand;

- cutting a predefined length from the filament
strand; and

- placing the cut filaments pieces into the fila-
ment container.

The method according to the preceding claim,
wherein the predefined length is in the range from
about 5 mmto about 20 mm, in particularin the range
from about 6 mm to about 15 mm, more particular in
the range of about 7 mm to about 12 mm.



10.

1.

12.

13.

31 EP 3 753 448 A1

The method according to anyone of the preceding
claims, wherein a round standard bristle tuft (20) has
an area in the range of from of 0.6mm?2 to 3mm2,
preferably in the range of 1.0 mm2 to 2 mm2, more
preferred about 1.5mm?2.

The method according to anyone of the preceding
claims, wherein a block bristle tuft comprises fila-
ments of more than one bristle tuft (20), preferably
wherein a block bristle tuft has an area in the range
of from about 8 mm?2 to about 24mm?2, more preferred
in the range of about 8mm? to about 16 mm2.

The method according to anyone of the preceding
claims, wherein the distance from the energy source
(80) to the front surface (61) of the hole perforation
plate (60) is in the range of from 0.5mm to 7mm,
preferably in the range of from 0.5mm to 4mm.

The method according to anyone of the preceding
claims, wherein the distance between neighboring
bristle tufts (20) in the hole perforation plate (60) is
in the range of 0.2mm to 2.0mm, preferably in the
range of 0.4mm to 1.8mm, more preferred in the
range of 0.5mm to 1.2mm.

The method according to anyone of the preceding
claims, wherein a plurality of bristle tufts (20) is ar-
ranged in the hole perforation plate (60), preferably
wherein in a fusing position the distance between
the energy source (80) and the bristle tuft ends (23)
of bristle tufts (20b, 20c) that are arranged in the
middle of the plurality of bristle tufts is shorter than
the distance between the energy source (80) and
the bristle tuft ends (23) of bristle tufts (20a) that are
arranged in the periphery of the plurality of bristle
tufts (20), more preferred wherein the distance be-
tween the energy source (80) and the bristle tuft end
(23) of the bristle tuft (20b, 20c) that is arranged most
central in the plurality of bristle tufts (20) is the short-
est.

The method according to anyone of the preceding
claims, wherein the distance between the bottom
edge (25) of the fuse ball (24) and the front surface
(61) of the hole perforation plate (60) of at least one
bristle tuft (20a) in the fusing position is larger or
shorter, preferably larger than the distance between
the bottom edge (25) of the fuse ball (24) and the
front surface (61) of the hole perforation plate (60)
of said at least one bristle tuft (20a) in the molding
position.

The method according to anyone of the preceding
claims, wherein the distance between the bottom
edge (25) of the fuse ball (24) and the front surface
(61) of the hole perforation plate (60) of the bristle
tufts (20) in the molding position is in the range from
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0.2 to 3mm, preferably from 0.3 to 2.5mm, more pre-
ferred from 0.4 to 2 mm, more preferred from 0.5 to
1.5mm, more preferred from 0.6 to 1.2mm.

The method according to anyone of the preceding
claims, wherein the application time of thermal en-
ergy from the energy source (80) during fusing is in
the range from 1 to 15 sec, preferably from 2 to 12
sec, more preferred from 3 to 10sec, more preferred
from 4 to 8sec, more preferred from 5 to 7 sec.

A brush head, in particular a toothbrush head (12,
16) or a part (10) thereof produced according to the
method of anyone of the preceding claims.
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Fig. 4A

Fig. 4B
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